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[57] ABSTRACT 

A moid especially adapted for fonning precast, wafle- 
sh^)cd conciete panels employs a one-piece mold body of 
flexible plastic sheet material to which rigid side rails are 
secured by tongue and groove longitudinal joints. The mold 
may be rapidly stripped and reset due to a hinge action 
provided by paitial sides of the flexible body to which the 
rigid side rails are joined. Hie side rails and other structural 
features provide a simple mold structure that may be readily 
and efficiently employed for on-site production panels. 
The configuratioa of the side rails and associated joints 
facilitates the rq>lacemeDt of a womout mold body. A cover 
msy be placed over the mold body while the ooacrete cures 
and automatically lifted therefrom after a predetermined 
time to allow the concrete to oooL Recess fonners and 
connector covers for the panels are provided for appearance 
and security. 

7 aaims, 10 Drawing Sheets 
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CONCRETE PANEL CONSTRUCTION AND Another in^xMtant object of this invention is to provide a 

I^OU) ^ aforesaid in which longitudinal joints between the 

rigid side rails and the flexible mold body material pennit 

CROSS-REFERENCE the same to be readily separated by simply lifting the side 

5 rails from the moid body to facilitate xqdaccment dicrectf 
This application is a continuation-in-pait of application useful life 
Set No. 08/247,060 filed May 20, 1994. ^ object of this invention Is to provide a mold as 
n Anrnsni tmh op thp invpnttom aforesaid having a removahle cover on the mold body with 
BACKGROUND OF THE INVENHON ^ selectively opaaUe linear actuator connected to the cover 
This inventioa relates to improvements in precast stnio- lO for raising ttic cover from a dosed position on the mold body 
tural panel constnicdonandittthemoldsforformingpcccast to an open position exposing the wafBe panel therein and 
panels, particulariymcdds of this type having the advantages having a timer for operating the linear actuator after a 
of light weight and poxtability and rapid stopping and predetennined curing period so that the cover is automati- 
resetting, and which provide an inqiroved forming system as cally raised^ thereby pcimitting the waffle panel to cooL 
compared to the mold construction shown and described in 15 other inqxsrtant objects include the provision of out* 
my VS. Pat. No. 4,181«286, issued Ian. 1, 1980. wardly piojecting u|^>er edge portions on the side rails 
In precast concrete wall and flo(ar construction and other which ovei^ang the lower portions thereof to keep the mold 
building plications, wafQe-shaped panels and slabs pro- sides dean, sharp comers on the upper inside edges of 
vide numerous advantages including a substantial saving in mold sides through the use of rigid side rails rather than 
material, weight and money, as well as an architecturally ^ flexible fdastic sides, comer connections which facilitate 
advantageous three-dimensional oonfiguratioiL In residen- vertical s^)aradon of the side rails from the mold body when 
tial and commercial buildings the waffle design offers com- r^lacement is required, tiered hol^cvmers extending 
plete freedom to fully insulate exterior walls, modular through the mold sides which are simple to use and are 
window units may be inserted in the voided areas of ^e reusable, recess formers used in ccHijunction with the bole- 
waffle without sacrificing wall strength, and dectrical wiring ^ fOToers to conceal pand connections, flexible filler pieces 
and plumbing runs can be installed after the building stnic- that may be inserted in the mold to adapt the same for &e 
ture is erected. Many interi<»r load-bearing walls and ceilings formation of a thinner mdded product, and precast covers 
need only to be painted or textured to give a pleasing and fot bdts left exposed after the coostniction of a waffle pand 
economical open beam ^ect. Since tbt skin in the vended buQding. 

areas is relatively thin (as compared to the structural wd>s or ^ Other objects will t>ecome apparent as the detailed 

libs of the waffle), these areas are readily penetrated with description proceeds. 

drills and saws to facilitate plumbing and m echanical and 

dectrical work. BMEF DESCRIPnON OF THE DRAWINGS 

Fur^ermcHe, the waffle design lends itself to the use of piG. 1 is a perspective view of the mold of the present 

modular precast structural units that can be formed dthcr at invention utilized in the production of precast waffle pands. 

an in-plant location or at the site itself. For on-site piQ, 2 is an enlarged, fragmentary view (partially in 

production, it is important that the molds be ligjbtwdg^t and elevation and partially in verticd cross-section) of the mold 

portable and easily stripped and reset for jnoduction. pxG. 1 filled with conaete, one of the sidewalls of the 

Durability, reusability and sin^dty are also important ^ ^^^^ ^i^^ shown swung outwardly to rdease die mold 

since the conveniences of a plant facility and in-plant fj^j^ waffle pand. 

production machinery are not available. The reinforced nO. 3 is a view similar to HO, 2 but showing filler pieces 

idastic molds shown and described in the aforesaid U.S. Pat injcued in the mold to reduce the tiiickness of tiie pand. 

No. 4,18U86 answered need for ti^twdght, easy-t<y hg. 4 is a plan view of one comer of the mdd of FIG. 

operate molds that are particulariy suited for on-site pro- i a reduced scde as compared to FIG. 2. . 

duction. Although Aese molds have been used for years and ^ ™* rwBicca scaic as cu^wreu 

havepiovento^voysatisfactory^theeffidencyofforming TO- J is an enlwged, frag^ ^^^^^^^l 

systems of this type is enhanced when durability can be oneof the corners of the mo^d sh^^^^ 

increased. simpUdty of mold design is maximized, opera- fastener for the end caps bdng removed for danty. 

don is improved, and the quality of the nadded product is ^ HO. 6 is an enlarged, fragmentary, perspective view 

thereby enhanced showing the joint between one of the side rails and die 

plastic mold body and revealing the outer end of one of die 

SUMMARY OF THE INVENTION holeformcrs, parts being brdten away at the joint to show 

details oi construction. 

wliid.^aclv«»2«esaiidfe-urwaot^^ wdBe p«d farmed by Ae mold of HG. 1. 

reiirfoccedirfastfcmoMshownaKldesaibcdin«hcrfcK»^ PIG. i U n eoUrgcd. ftagmcDlary view (PJrtiaUy jn 

jfg^^l devadon and paitiaUy in vertical cross-section) of the mold 

Spedfiodly, an important object of the invention is to 1 wW>."ecc«s shown as fooncd after lemo^l of the 

prSSamoldTSthe'lSewallsofthemoldbody 60 f<»ner and rc^ss forn- shown m aoss-^^ 

«e provided primarily by rigid side rails in direct contact HG. 9isap«i1iaiview^artianyindevationandi>art«iUy 

widi the molded product, whaein a partial waU or flap is i» vertical crws-se^n) of two waffle panels connected by 

provided at the base of each sidewaU by flie flexible mold « bt* recessed wiflun two recesses fanned by recess form- 
body material so that hinges are formed to pamit swinging 

movement of the sidewalls between molding positions and «5 RO. !• is an enlarged top plan view of a recess former, 

positions releasing the molded product after the molding FIG. 11 is a aoss-sectional view of the recess former 

process is completed. taken along line 11 — 11 of FK}. 1*. 
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FIG. 12 is a perspective view of a mold body and its cover Each raided portion 30, by virtue of the use of a single 

opened to its cocding position by a liDcar actuates. piece of plastic sheet materiaK presents a downwardly facing 

FIG. 13 is a transverse cross-section (partially in cavity which is filled by a rigid plastic foam 34, This 

devation)of themoldof FIG. 12 fiUed with concrete and the structurally reinforces the con^nent 26 and rigidifics the 

cov€i of FIG, 12 opened to its cooling position by a linear 5 raised portions 30, and also insulates ttie mold to assist in 

actuator. curing. 

FIG. 14isanenUigcd,paitialYiew(partiaUyinclcvation ^.I^J^^^^'J^^^^J.^Z T"^^' 

and partially in votiad cross-section) if the oova of HG. '^l^f'^''. due to the flexible nature of die 

M »h™^ rt^ !^«««r«r««^^^^^ material and, therefore, present flaps swingable 

AeS^fcJ^^^^^^^^ 10 aboutlinesofbend36atthcm«gerofthesl(Uelemci5s28 

unearacnisicr. . . . . wifli the outside edges of the lattice or grid portion 32 of die 

FIG. 15 is an enlarged, partial view (partially in elevation ^idd body to provide a hinge action fcr a pwposc to be 

andpartuUy in vertical cross-section) of the mold of HG. 12 discussed. Each side element 28 tcnninates at an upper, free 

filled with concrete and showing the clamping member longitudinal edge 38 whidi is received within a conq)limcn- 

connectog the mold to the linear actuator. ^ary longitudinal groove 40 formed in a tubular side rail 4i 

FIG. 16 is an enlarged, partial view (partially in elevation There arc two longitudinal and two transverse side rails 42 

and partially in vertical aoss-section) of the mold and cover coextensive with their associated side elements 28, Each 

of HG. 12 showing the stop member preventing diq)lace- side rail 42 and associated partial side dement 28, therefore, 

mcnt of the cover in its open position. form a con^dcte sidewaU of the mold body whidi con5)U- 

FKj. 17 is a top view of the clamping number of FIG. 14 meets the pattd-forming cnnpoaent 30 to In^iart the waffle 

but with the cover and linear actuator removed fiierefrom. configuration to the molded product. The side rails 42 arc 

FKj. 18 is a left side view of the clamping member of FIG. preferably fanned from aluminum extrusions and thus 

14 but with the cover and linear actuator re(nK>ved1hefefrom. present rigid box menabers sturounding the mold body 

FIG. 19 is a right side view of the danqiing mento of which have suffident stnictural slreagdi to resist defonna- 

HG. 14 but with the cover and linear actuator rennoved 25 under outwardly directed farces against the sidewails 

therefrom. produced when the msAA body is filled with concrete. As 

FIG. 20 is a perspective view cf a bole cover insoted over disdosed in the af<»e8aid U.S. Pat No. 4.181^86, it is 

an «q>08ed bolt between a roof waffle pand and a sidewall important that the sides of the mdd body be coostrocted 

waffle pand but with the roof waffle panel broken away for ^ outward bowing cannot occur when the mcdd is 

clarity. 30 filicd with concrete. 

FIG. 21 is a vertical cross-secUon (parts shown in longitudinal joint between each side rail 42 and its 

elevation) of the waffle panels and bolt cover of FIG. 20, associated partial side element 28 is best shown by a 

showing the cover displaced to the right in a partially comparison of FIGS. 2 and 6, A tongue and groove connec- 

inscrted position. ^ provided, the tongue there<tf being formed by the 

FIG.22isapcrspectiveviewoftheboltcoverofFIG.20. 35 Z-shaped upper longitudiaal margin of the side element 28 

which presents the longitudinal edge 38. The groove 40 in 

DETAILED DESCRIPnON the tubular extrusion con^sing side rail 42 is disposed at 

Refecring initiaUy to FIG. 7, a precast waffle panel of the the lower, inner comer of the rail and thus the partial element 
type produced by the mc^d of HGS. 1-6 is illustrated. Such 28 and rail 42, when joined, present a continuous inwardly 
panel is a modular unit of reinforced concrete that may be 40 facing molding surface 44. It should be i^ypredated that 
employed cither as a wall, roof or floor panel Panels of this surface 44 is continuous and uninterrupted from the line of 
type are characterized by a relatively thin skin 20, thick bend 36 upwardly to a right-angle ccsner 46 of the side rail 
structural sides 22 defining the pex^ery of the panel, and 42 which defines the inner upper edge of the rail. Aretainer 
integral webs or ribs 24. The webs 24 arc spaced apart at stn^ 48 is secured to the bottom of rail 42 by screws 50 to 
regular intervals to defijie voids 25 where the thldmess Gt 45 hold the mated tongue and groove con^Kments together to 
die panel resides sddy in the skin 20. Manifestly, the prevent separation thereof, a spacer rod 52 being sand- 
presence of the voids 25 provides a substantial saving <^ wiched b^een the strq> 48 and the Z-shaped bend in side 
material and reduction in weight without significant sacri- element 28 to hold the mated joint components in place by 
fice of strength due to die {sesence of tiie structural webs 24 a clan^iing action. Both the retainer strap 48 and (he spacer 
and sides 22. A typical panel is 8 feet in its transverse 50 prefoably **»i«nin"m. 

dimension, 12 feet long, and 8 inches thick at the sides 22 Eadi side rail 42 has a longitudinal recess 54 in its outer 

and webs 24. With a 2-indi thickness for the sidn 20, the side which serves as a finger hold for Ufthig and canying die 

panel utilizes less than half of the concrete used in a solid mold and also facilitates the da m pin g of an in«^T|fl tf^ cover 

8-incfa wall roof or floor. over die mold body as best seen in FIGS. 12-16 and 

Now refcEcing to HGS. l-6« the mold of the present 55 discussed in more detail fadow. The outer upper edge portion 

invention employs a one-piece, flexible mold body having a 56 of the rail 42 above the recess 54 projects outwardly 

panel-forming component 26 and four integral, partial side b^nd die lower portion 58 of rail 42 below recess 54 in 

elements 28. The enthe mold body constituting ^e coiiqx>- order to provide an overiiang so that any concrete fliat may 

nent 26 and side elements 28 b formed ham a single sheet overflow during the rndding process will not drip and 

offlcxihle material such as a theimoformedABS plastic. In £0 adhere to lower portioa 58. Hiis keeps the mold sides dean 

order to impait the requisite waffle shi^ to the molded and prevents spillage from interfering wifli the use of the 

product, the fonning con^nent 26 is provided widi spaced, fonrdng system of the present invention, 

raised portions 30. As an cxanqile, twelve such portions 30 The fonning of holes or passages 60 (HG. 2) in the 

in two rows of six each are illustrated in FIG. 1. Each of the molded product is facilitated by the use an elongated, 

portions 30 gives the appearance of a platform elevated 65 t^>ered, cylindrical holefonner 62 at locations where it is 

above a base lattice 32 (see FIG. 2) which f<xms a grid at the desired to form through holes 60 in the sides 22 of the waffle 

bottom of the mold. panel (FIG. 7) for bolts that will be employed to assemble 



03/15/2004, EAST Version: 1.4.1 



5,667,192 



the finished panels into the desired structure. An inner wall 
opening 64 in the side rail 42 is aligned with an outer 
opening 66 of slightly larger diameter for the purpose of 
leoeiving the tapered holefonuer 62, which may then be held 
in place by an annular retainer 68. 

A recess former 210, as seen in FIGS. 8-11, is mounted 
on the interior end of each holefocmo: 62 at locations wheie 
recessed bolt or other connector heads witMn the molded 
product are desired, as in FIG. 9. IVpically, doutde ended 
bolts, such as bolt 212, are used to connect abutting panels 
211. A rigid plastic shim or spacer 214 is placed between the 
abutting panels to prevent the concrete from cracking due to 
overtightening. The bdt ends widi nuts secured rest within 
recesses 216 with the t>olt extending dirougji both waffle 
panels 211 and shim 214 to thereby connect the waffle panels 
211. Grout (not shown) would typically be added to fill the 
recesses and provide a smooth qpearancc, thereby totally 
oonoealing the bolt ends. 

As seen in FIGS. 10 and 11, recess f(»mer 210 is genially 
donut shaped and may be molded firom plastic; it includes a 
top surface 218 haviiDg a hole or aperture 220 extending 
axially therethrough and terminating within recess former 
210. Hole 220 receives the interior end a holefcHmer 62, 
as in FIG. 8. Bottom surface 222 of recess former 210 
extends anguhirly between two sides 224 and 226 (as viewed 
in aoss-section) which present an irregular fiustooonical 
outer surface between lop and bottom surfaces 218 and 222. 
Thus, recess fanner 210 tapers torn bottom airface 222 to 
top suxfece 218 to provide a conespondii^ tapered recess 
216. 

Referring to FIG. Z it may be seen that the left sidewall 
of die mold there illustrated is shown in a partially open 
position separated from a concrete panel 69 whidi has cured 
in the mold. It may be appcedstcd^ therefore, that the 
sidewalls of the mold have free end edges so that the four 
ccHners of die mold can be closed when casting the panel 69 
and then opened to strip the mold once the concrete is cured. 
FIG. 4 reveals the free end edges 70 of two of die side rails 
42 at one of the comers of the mold. An end cap 72 on each 
end edge 70 is secured to the adjacent end c^ 72 by a bolt 
74 to hold the corner dosed. As illustrated in FIG. 5. the end 
caps 72 may be composed of aluminum and welded directly 
to die ends of the side rails 42. It should be appredaXcd that 
eadi end edge 70 Ucs in a vertical plane and that the 
surface-to-surface contact of the two end caps 72 (FIG. 4) 
likewise occurs In a vertical plane so that a sii^>le and strong 
comet connection is provided by securing die two end c^s 
72 with the bolt 74. Purthermive, these components do not 
interfere widi lifting the side rails 42 vertically off of the side 
elements 28 when it is necessary to replace the plastic m^d 
body. 

Removable adtxptm 76 are shown in FIG. Z installed in 
die bottom of the panel-fcxming conq>onent 26 in order to 
provide a diinner panel product 78 for lighter duty q)plica- 
tions. The ad^tteis 76 are flexible, FVC filler pieces and 
may be removed when it is desired to make die fiill panel 69 
seen in FIG. 2. The adapters 76 would be employed, fcH- 
exan^e, to convert an dght-inch pand form to a six-inch 
form diereby producing die lighter, diinner pand 78. 

Use of a mold of the general type disdosed herein is set 
forth in detail in the specification of die aforesaid U.S. Pat 
No. 4,181 J86 whidi is inccaporated herein by reference as 
may t>e necessary fcr a full and con^letc understanding erf" 
die use and general q>eratton of the mold disclosed herein. 6S 
The inqproved forming system cf the present invmtion, 
however, i»ovides prindpally metal side surfaces 44 in 
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contact with die molded product and thus a sharp upper, 
outer edge 80 is in^aited to the molded product by the right 
angle corners 46 of die side rails 42. The tapered holefonn- 
ers 62 are easily installed and removed and are reusable. The 
mold sides are kept dean by die projectuig outer upper 
portions 56 of die side rails. 

An important advantage in day-to-day operations is the 
structural simplidty of the improved forming system of the 
present invention and the ease by which a wcm-out mold 
body may be replaced. To close die comers of die form for 
molding, the sidewalls are swung on the hinges provided by 
die partial side dements 28 to dieir upright positions and die 
bolts 74 are inserted and secured in die end caps 72. This 
simple operarion doses the four comers of the mold. The 
holeformers 62 may then t>e insetted as desired Once the 
concrete is cured, stripping is readily accomplished by 
removing die four bolts 74 at the comers and pulling die four 
sidewalls away from die molded product The sidewalls 
swing outwardly about Ihe lines of bend 36 at the base of die 
side dements 

The longitudinal tongue and groove joints between the 
side rails 42 and the side dements 28 facilitate die replace- 
ment (tf a worn mold body. The screws 50 are loosened to 
remove die retainer straps 48, whereupon the side rails 42 
can be simply lifted off ^ the plastic body sides. As the end 
caps 72 are wdded to die side rails 42, diis one operation 
(separation of the tongue and groove joints) disassembles all 
metallic coooponents from die plastic mold body for reuse. 
The side rails 42 are readily remounted on a replacement 
mdd body by attaching die side rails to the replacement 
body at die tongue and groove joints and securing the 
retainer str^ 48. 

Concrete, after being poured into a mold body, is prefer* 
ably covered and allowed to cure for a predetermined 
amount of time. Thereafter, the concrete must cool, 
I^ically, the concrete is poured into the mold body during 
the day-time waking hours and cures into die night and 
eariy mcHning, at which time it is preferable to remove the 
cover in order to accelerate the cooling process. Woricras 
tend to be unreliable in removing the cover from the mdd 
body during such hours^ and manual removal increases labcar 
costs. Accordingly, providing a cover 100 (FIGS. 12 and 13) 
which is automatically lifted from die mM body after die 
proper curing has occurred is <fesirable. 

Gova 100 is die same shape and size as its ccaiesponding 
mold body. The cover 100 is formed from a single sheet of 
plastic material to indude a base member 104 (as seen in 
FIGS. 13 and 14) having a thickness filled widi foam 
insulation, longituduudly spaced ribs or projections 106 (as 
sew in nGS. U and 13) extending oittwardly from and 
across die widtii of base menaber 104, and an «ige poctioo 
108 (as seen in FIG. 14) extending outwardly from die 
bottom of the base member 104 to form the periphery of 
cover 100. Elongated, rigid side rails 110 (as seen in FIGS. 
12-14) are composed of extruded aluminum and are 
mounted on edge portion 108 by a tongue and groove 
connection. The tongue thereof Is fcnned by the ed^e 
member 108 of cover 100 and is reodved within groove 112 
of side rails 110. Each side rail 110 fiirdier tndudes a 
longitudinal recess 114 formed in its outer side which serves 
as a finger hdd for lifting and carrying die cover 100 as well 
as a means of installing it on mold bodies. A flexible sealing 
member 116 is attached to the bottom side <tf each side rail 
110 and provides a seal when brought into contact with the 
side rails 42 of the mold body. tVpically. sealing member 
116 is fcnned of conunon weadier stripping. Ribs 106 
provide strength to cover 100 and decrease the flexibility of 
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cover 100 thereby makiDg the cover easier to install, lift and Cam members 136, 158 and 174 are all substantially 

remove from the mold body. identical and may be formed from 1V4 inch round steel bars. 

A cover lifter 102. as best seen in FIG. 13, preferably For an cxaxnple, see FIGS. 17-19, showing the first damp- 

Indudes a conventional linear actuator employing an inter- ing member 134 in detail. An eccentric threaded t>ore 180 

nal saew jack mechanism. Lifter 102 indudes a batteiy 120 5 extends partially through cam membcx 136 and recdves 

or other electrical power supply, a timer 122, an dectric threaded bolt 140 therein, 

motor 126 connected to a gear drive 124, an upper actuator ics ^^a ttA 

I**© - 1^.^ ..^>»^^#,^u^ itMt Tn.^ .,Z!lI^.w^ EacH cam member 196, 158 and 174 can be used with 

hibe 128 and a lower actuator tube 130. Tbc uppw tube IM ^ ^ cotresponding siderail 42 or UO. When 

IS connected to one side of cover 100, racferably centered aiTZT m ^^^y^^ff^"^ "'^ 

along its length at one of the side raikUO as in FIGS. 12 «sed with smaUcr ndc rails 42 or 110, a surfaoc of the cam 

and 13. At a predrtennincd time, as set on timer 122. the pr^ccts a greater radial engage the cor- 

actuator is activated by closing the power drcuit to motor ^^^<^ or 110. During aj^anWy, only a 

126. Upper tube 128 is hoDow and extends ftom gear drive ^i^ Jn or less of e^ cam m^ 136, 158 and 174 

124, and lower tube 130 extends downwardly from within « *° «^ connexion between 

upp^^ tube 128. Tribes 128 and 130 are longitudinally „ ^ "J correyonding cbn^hig 

extensible and retractable upon rotation of a screw (n<i " J?f°^ JJ?' ^h^ ^j? ^ provided for 

shown)withinthchoUowintcriorthcreofcouplcdtothcgcar ^ P«ipose, e.g. 140-142, assure that the cams are fixed In 

drive 124. Thus, in qxxation, tubes 128 and 130 arc their rafl-engagmg positions. 

telesccpic and upon extension <rf lower xxAx 130 fr«n uppor Refcncing to FIGS. 20-22, a portion of a waffle pand 

tube 128, cover 100 is lifted from the mold body. structure is shown to Uluslrate a s<^ution im>vided by tiie 

A first damping member 134 connects the cover 100 to ^ i^esent invention to theprc^lcm of exposed connectors used 

lifter 102, as best seen in FIO. 14. First damping membff to join a roof or ceiling waffle panel 200 to an exterior (« 

134 is secured to the side rail 110 of cover 100 by cam interior) wall panel 202. A boh cover 190, as seen in FIGS, 

member 136 whidi is mounted on an L-shaped plale 138 by is used to cover connectors, sudi as boU 191 as seen 

threaded bolt 140 and nuts 142. A surface of cam member « in FIG. 20, left exposed during constniction of waffle a pand 

136 engages the top surface of side rail 110, and I^shaped Bolt cover 190 is substantially C shaped and 

plirte 138 engages the top surfece of the recess U4 formed includes an inwardly fodng side 192 and a pair of legs 194 

in side rail UO thereby clamping side nulUO between cam as best seen in ra3. 22. Side and legs 192 and 194 eadi 

meinber 136 and L-sh^>ed plate 138. Hie first dan^ting progressively thicken as Ihcy extend from the upper open 

member 134 is secured to upper tube 128 of liflCT 102 by a go end 196 to the lower open end 198 of bolt cover 190. Each 

pair of ears 144 projecting from the L-shaped plate 138. the ^ 1^ progressively wider presenting an 

outer ends erf which are pivotally coupled to a pair of angled distal surface 199 which extends between open ends 

C-shaped brackets 146 by a cross-bcdt 148. The Oshaped ^ complements the hiterior side surface 200a 

brackets 146 damp upper tobe 128 therebetween and arc of the peripheral rib of pand 200. Bolt cover 190 is cast from 

secured to upper tube 128 by two smaller bdts 150. 35 concrete and is approximately 6 inches tall and 4 indies 

A second clanging member 156 connects lower tube 130 ^ applications, 

of lifter 102 to the side rail 42 of the mold body directly In assembly, bolt cover 190 extends between 0ie horizon- 

below or in alignment with first clamping member 134, as tally extending waffle panel 200, typically fanning a ceiling, 

seen in HGS. U and 13. As best seen in FIG. 15, second an<l vertically extending waffle pand 202, typically 

danq)ing member 156 is simOar to first clanqnng member 40 fonning a sidewalL Bdt cover 190 is shown partially 

134 in that it is secured to side rail 42 by cam member 158 installed (FIG. 21) ^>aced from interior side surface 200d; 

which is mounted on an L-sh^^ plate 160 by a threaded and is shown fully inserted around bolt 191 (FIG. 20) with 

bolt 162. A surface of cam member 158 engages the bottom «»fiJed surfaces 199 flush against the interior surface 200^; 

surface of side raU 42, and the L-shi^ied (date 160 engages "PP^ ^ 1^ abutting against the bottom surface of ^e 

the bottom surface of recess 54 to clanq) side ran 42 of mold 45 ceiling panel 200, and lower end 198 abutting against the top 

body therebetween. Second clanging member 156 is con- surface of the side panel 202. A suitable adhesive such as a 

nected to lower mbe 130 of lifting member 102 by paralld mastic is ^lied to the abutting surfaces. Thus, bolt cover 

lugs 164 (only one shown) which extend outwardly from the extends between panels 200 and 202 to thereby conceal 

side of plate 160 and are secured to lowermbe 130 by a pivot 1^1- ^ t>c appieciatcd, thcrd'orc, that boh cavccs 

bolt 166. 3Q 1^ Sivc the ^^pearance of ribs in structures where the 

A third dancing member 170 provides a stop plate 172 VkXaAor is not finished. This materially in^ves appearance 

which prevents the displacement of cover 100 vpon die jwovldes structural security by hiding the intercon- 

activation <rf lifter 102 to raise cover 100 from die mold nccting bolts from thieves and vandals who migjit otherwise 

body and presents an axis about which cover 100 swings attempt to remove them. 

between its dosed position and its open position. Third 53 Having thus described die invention, what is claimed as 

danqrfng member 170, as best seen in HG. 16, is most desired to be secured by Letters Patent is as 

oommoidty connected to the mold body directly opposite tlie follows: 

first and second clamping members 134 and 156 when only 1. A mold for forming precast panels, said mold oompris- 

one stq> plate 172 is needed However, to accommodate a "^S* 

long mold body, two or more spaced stop plates 172 may be 60 a mold body configured to inqnrt a predetermined shape 

utilized. to a molded product formed therein, said body having 

The third dancing member 170 indudes a cam member a panel-forming ooir^ionent provided with a plurality of 

174, similar to cam member 158, which attaches stop plate int^ral, flexible, dongated, partial side elements pre- 

172 to tiie side rail 42 of the mdd body. Stop plate 172 is sentingtheperiphery of the body, each of said dements 

joined to an L-shq>ed clamping plate 176, preferably by 65 terminating at a longitudinal edge, 

wdding. and extends upwardly therefrom into engagement a plurality of dongated. rigid side rails on respective 

with the outer side of side rail 110 of cover 100. elements longitudinally coextensive therewith, each of 
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said side rails projecting £r<xn said longitudinal edge of 
the cxjirespooding element and cooperating therewidi 
to provide a sidcwall of the mold body c<HDplemcnting 
said panel-forming component and presenting a con* 
tinuous iDwardly facing molding smfacc for forming 
the molded product at least oevtain of said side rails 
having openings thorethrough commiudcating with die 
interior of the mold body, 

a plurality of tapaed holef (Hmen received in com^nd- 
ing openings of said side rails and extending into said 
mold body interior, 

a plmtdity of t2^>ered recess fonaas mounted on respec- 
tive interior ends of said holeformers and each having 
a substantially greater diameter than the associated 
holefonner, 

said sidewails having end edges and the flexiUe elements 
thereof providing binge means for swinging movement 
of the sidewails on said component outwardly from 
noimaL mokliiig positions and away from a molded 
product within the mold body to pennit said product to 
be withdrawn therefromi, 

tfie end edges cf adjacent sidewalk dining closed cor- 
ners of the body ^en said sidewails are in their ncxmal 
positions and, upon said outward swinging movement 
of the sidewails, said end edges sqnrating to cause said 
comers to open, and 

fdeasable means associated with said end edges for 
holding the c<mers closed to maintain the sidewails in 
their nonnal positions during the molding jnooess. 

2. The mold as claimed in claim 1, wherein each of said 
recess formers has an aperture in one side ttiereof for 
receiving said interior end of the corresponding holefbzmer. 

3. A mold structure for fcHming precast concrete panels, 
said mold structure comiaising: 

a UKsld body configured to impart a predetennined ^hape 
to a molded oMCKte product fonned therein, said body 
having a pand-fbmodng component provided with a 
plurality of integral^ flexible, elongated side dements 
presenting the per^cry of the body, 

a plurality of elongated, rigid side rails on respective 
elements esctending longitudinally thereof, whereby 
each element and its associated side rail present a 
sidewall of dw mold body. 
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said flexible elements providing hinge means for swing- 
ing movement of die sidewails on said con^nent 
outwardly &om normal, molding posidons and away 
from a molded product within the mold body to permit 
said product to be withdrawn dierdrom, 

rcleasabic means for maintaining the sidewails in their 
normal positions during the molding process. 

a removable, insulated curing cover on die mold body, 

said cover being composed of a plastic sheet material 
) configured to inqiart sufficient tbickness to the cover to 
provide an insulation-containing member substantially 
coextensive with the underlying mold body, and said 
cover presenting a peripheral edge and being provided 
witii el<Higated, ri^ side rails along said peripheral 
J edge, 

selectively operatde filter means on one of said side rails 
of die xwAd body and coupled to a corresponding side 
rail of the cover for raising the cover from a closed 
position on die moid body to an open position exposing 
a molded product therein, and 
^ a timer for opoating said liitcr means after a predeter- 
mined curing period, whereby to automatically raise 
the cover to permit die molded product to cooL 

4. The mold structure as claimed in claim 3, wherein said 
one of said side rails of the mold body has a longitudinal 

^ recess in an outer side thereof, and wherein said mold 
structure further con:^Hises means engaging said one cf said 
side rails within said recess for clamping said lifter means on 
said one of said side rails. 

5. The mold structure as claimed in claim4, wherein said 
^ coirespottding side rail of the covct has a longitudinal recess 

in an outer side diereof, and wherein said mold stnicture 
further canqxises means engaging said corresponding side 
rail of the cover within said recess for clanq>ing said lifter 
means thereon. 

^ 6. The mdd structure as claimed in claim 3, herein a 
portion of saidperqrfttral edge presents an axis about whidi 
said cover swings between its open and dosed positions. 

7. The mdd structure as claimed in daim 6* further 
comprising a stop means connected to another of said side 

^ rails of said mold body for engaging a carrespoodiiig side 
rail of said peii^pheral edge portion to prevent displacement 
of said cover other dum about said axis. 

« * « * « 
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